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ABSTRACT: 

PURPOSE: To obtain a fiber reinforced cement slab having the same strength as flow- 
on molding at the speed corresponding to that of a dry met hod by a m ethod wherein a 
cement slurry is" supplied to the upper surface of a (waTel) ^ermeabie)(m^ to 
be formed into a slurry layer by a compression roller while moisture is sucked from 
the rear surface of the belt and this operation is repeated in the same way to 
laminate respective layers. 

CONSTITUTION: A cement slurry may be sam e to that used in a flow-on manufacturing 
method. First - fourth (^lpw ) ^oxe^ ) Q0-4^) ^rg_proy^ded on_jthe front side of a water 
permeable molding belt and dehydrating ( ^uctic^ )( ^oxe^ ^-4^) are provided to the rear 

of the belt corresponding to the flow boxes. _The cement slurry S is supplied to the 
belt in a laminar state from the first flow box 10 and sucked and dehydrated from 
_the suction box 11 while compressed by a compression ro l l 51 having a polyethylene 
layer provided on the surface thereof. This operation is repeated using the second 
- fourth flow boxes 20-40 to laminate respective formed layers. Compressed air is 
sent to the rear air box 54 of the molding belt at the terminal B7 thereof to 
release a laminated sheet which is, in turn, sent to a curing process. 
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Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 

2 **** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



DETAILED DESCRIPTION 



[Detailed Description of the Invention] 
[Industrial Application] 

[0001] This invention relates to amelioration of the manufacture method of a fiber reinforcement cement plate of stratifying the 

slurry on the shaping belt, in detail about the manufacture method of a fiber reinforcement cement plate. 

[0002] 

[Description of the Prior Art] The so-called flow-on shaping method of carrying out plate manufacturing, supplying a cement 
slurry to the permeable shaping belt upper surface which prepared the suction dehydrator in the inferior surface of tongue in the 
shape of a layer as the manufacture method of a fiber reinforcement cement plate, and carrying out suction dehydration of the 
content moisture with said suction dehydrator conventionally, carrying out a laminating until it rolls round compressing this with a 
making roll and becomes predetermined thickness, cutting this open, extending to common and carrying out plate manufacturing 
is learned. This seed process was developed as amelioration technology for preventing the segregation of the **** raising 
material of the cement slurry in the so-called milling-paper method , and when the cement compound containing the light pulp 
fiber or the porosity lightweight aggregate of especially specific gravity performs plate manufacturing , i t has an effect to attain 
homogeneity distribution into the product of such a charge of a lightweight compounding agent . 

[The trouble of a Prior art] However, since there was a production process which cuts open the plate manufacturing object by the 
cement slurry after winding laminating Perilia frutescens (L.) Britton var. crispa (Thunb.) Decne., and is extended to common 
until it became predetermined thickness at the making roll, the process became a batch system, the mass production of the 
above-mentioned process was not completed, but it had the problem that productive efficiency was bad. Moreover, the method of 
abandoning the laminating to a making roll, supplying a cement slurry even to the target thickness in the shape of a layer at a 
stretch on a shaping belt, and compressing and carrying out plate manufacturing with a roll Although the mass production became 
possible, since the thickness which it stratifies on a shaping belt became thick, the top where it is difficult to consider as the layer 
of homogeneity thickness, suction dehydration took time amount very much, and there was a defect which can hardly perform 
improvement in manufacture effectiveness - it will be necessary to make flow velocity of a shaping belt extremely late etc 
[0004] 

[Problem(s) to be Solved by the Invention] This invention is made for the purpose of acquiring the manufacture method that the 
thick fiber reinforcement cement plate of thickness can be efficiently manufactured at the speed which is equal to dry process, 
without spoiling the advantage by the flow-on process m view of the above-mentioned trouble. 
[0005] 

[Means for Solving the Problem] Namely, a manufacture method of a fiber reinforcement cement plate this invention Supplying a 
cement slurry to the permeable shaping belt upper surface which prepared a suction dehydrator in an inferior surface of tongue in 
the shape of a layer, and carrying out suction dehydration of the content moisture with said suction dehydrator The surface 
supplying a cement slurry further on this plate manufacturing object subsequently to the shape of a layer, and carrying out 
compress and carry out plate manufacturing with the compression roll made into a good product made of synthetic resin of 
detachability, and ] suction dehydration of the content moisture with said suction dehydrator Like the above, the surface repeats 
compressing and carrying out a laminating with the compression roll made into a good product made of synthetic resin of 
detachability, and carries out laminate molding of the plate manufacturing object even to predetermined thickness. It is 
characterized by exfoliating from a shaping belt, applying pneumatic pressure with pressurization air, and finally, transporting to a 
regimen production process from said shaping belt rear face. 
[0006] ^—^^ 

[Function] In this invention, the ^emen^ l^^used Are the same as the cement slurry used by the conventional flow-on process. 
For example, 40 - 50 % of the weight of cemen t, 40 - 50 % of the weight of silica flou r, pulp fiber 3 - 8 % of the weigh t. 
lightweight aggregate It is at the outside rate about water to 3 - 5 etc.% of the weight etc. of combination. 400-800 Weight % 
addition is carried out, homogeneity kneading should be carried out and there is no pomt to describe especially in points, such as 
material combination and water content. 

[0007] In carrying out plate manufacturing, in the invention in this application, a cement slurry is supplied in the shape of a layer 
on a permeable long shaping belt . It is what fabricates a product by carrying out the laminating of carrying out suction 
'Rehydration, carrying out suction dehydration of the content moisture, compressing and carrying out plate manufacturing with a 
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roil, supplying a cement slurry further subsequently to a it top , an d carrying out plate manufacturing similarly again until it 
becomes repeat predetermined thickness . Continuous molding is made possible by carrying out laminate molding of the plate 
manufacturing object one by one on the continuous shaping belt. 

[0008] Moreover, the compression roll with which the surface was made into the good product made of synthetic resin of 
detachability performs compression of each class by which plate manufacturing was carried out. The good synthetic resin of this 
detachability means macromolecule resin, such as polyethylene, etc., and compression is made possible, without producing 
adhesion of a cement slurry etc., even if there is no use of a remover etc. Moreover, in enforcing this process, the color pigment 
with which arbitration differs in the cement slurry by which a laminating is carried out can also be added. — 
[0009] 

[Example] Next, the example of this invention is explained. Drawing 1 is the side elevation of the equipment which enforces the 
method of this invention. 46.5 % of the weight of cement, 46.5 % of the weight of silica flour, pulp fiber It is at the outside rate 
about water to the fiber reinforcement cement compound which consists of 7 % of the weight. It added 500% of the weight, 
homogeneity mixing was carried out, and the cement slurry S was obtained. 

[00 1 0] Next, the 1 -4th flow boxes 10-40 and the water permeability shaping belt B made from the felt with a width of 1 m which 
arranged the suction boxes 1 1-41 for suction dehydration in the rear face corresponding to this are prepared for a surface side. 
First, it is a profile about the cement slurry S from the 1st flow box 10. It is a linear pressure by the compression roll 50 which 
prepared the polyethylene layer in the surface while supplying with a thickness o f 0.6cm in the shape of a layer and carrying out 
suction dehydration with the suction box 1 1 . It compressed by 60 kg/cm and fabricated in the layer with a thickness of 0.1 2cm . 
Subsequently, it is a profile about the cement slurry S like the above again on this layer G. It is a linear pressure by the 
compression roll 5 1 which prepared the polyethylene layer in the surface while supplying with a thickness of 0.6cm in the shape 
of a layer and carrying out suction dehydration with the suction box 1 1 . It compressed by cm in 60kg /, and stratified in thickness 
of 0.25cm . This is similarly performed about the 3rd flow box and the 4th flow box, and, finally it is thickness. The 0.5cm 
laminate was fabricated. And in last edge B' of a shaping belt, from the belt rear face, the compressed air was applied from the air 
box 54, it floated and exfoliated from Belt B and the Plastic solid was transported to the following migration belt B 1 . The duration 
until it obtains this last laminate G was for about 1 min ute by bel t length of 50m. This was cut f or every length of 2m, it 
transported to the regimen production process, and the ^utoclav^afier a natural regimen of 48 hours performed the 
elevated-temperature high-pressure ab ove-mentioned regimen ™~ ^ 

[00 1 1 ] As an example of a( ^mparis on)as shown in t^rawinp 2) , the cement slurry S of the same combination as an example is 
supplied in the shape of a layer using the shaping belt B in which only one flow box 10 is so that it may become 2cm of profiles. It 
compresses with a roll 50, carrying out suction dehydration with the suction box 1 1, and is thickness. Although considered as the 
0.6cm cement plate, the board of thickness with difficult and uniform supplying a material to homogeneity covering all belt width 
was not able to be obtained. 

[0012] next - the hardening board cut out in a width of 45cm, and length of 90cm — JIS 4 what fabricated the example with the 
making roll of the flexural strength of 170kg/cm2, and the conventional process when the bending test was performed based on 
the number - the same -- 1 73kg/cm2 it was . As mentioned above, the manufacture effectiveness which can perform future 
decision, makeup, and the last pressurization by the continuous process, and is equal to the so-called conventional dry type 
process has been attained, without spoiling with what depends the flexural strength of the board obtained on the conventional 
process, when based on the method of the invention in this application. 
[0013] 

[Effect of the Invention] It becomes possible to manufacture the product obtained by the conventional flow-on process, and the 
product which has equivalent reinforcement at the manufacture speed which is equal to the conventional dry type process 
according to the method of this invention, as explained above, and has the outstanding effect which can raise productive efficiency 
remarkably. 
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1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 



[Claim(s)] 

[Claim 1] Supplying a cement slurry to the permeable shaping belt upper surface which prepared a suction dehydrator in an 
inferior surface of tongue in the shape of a layer, and carrying out suction dehydration of the content moisture with said suction 
dehydrator The surface supplying a cement slurry further on this plate manufacturing object subsequently to the shape of a layer, 
and carrying out [ compress and carry out plate manufacturing with the compression roll made into a good product made of 
synthetic resin of detachability, and ] suction dehydration of the content moisture with said suction dehydrator Like the above, the 
surface repeats compressing and carrying out a laminating with the compression roll made into a good product made of synthetic 
resin of detachability, and carries out laminate molding of the plate manufacturing object even to predetermined thickness. A 
manufacture method of a fiber reinforcement cement plate characterized by exfoliating from a shaping belt, applying pneumatic 
pressure with pressurization air, and finally transporting to a regimen production process from said shaping belt rear face. 
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